INTRODUCTION
The turbulence introduced by changing market requirements and technology demands obliges industrial companies to search for new methods to manage operations, fulfil customer orders and meet performance objectives. The amount of data and the manner of processing them is a time critical factor for planning and operation of manufacturing system. (Cunha, 2005) The planning tasks involve the management of large amounts of dynamic data, which has to be analysed for decision-making, and has to deal with a range of existing options and uncertainty about the impact that some decisions can have on manufacturing systems performance. Thus, the objective of planning tasks is to make sure that the released jobs for a period will be completed on time and in the most economical way. In terms of shop floor the complexity (Halevi, 2004 ) is caused by the thousands of operations waiting for scheduling, jobs competing over resources, creating bottlenecks and on top of it disruptions that occur such as resource breakdown, tool breakage and unexpected urgent orders. Employing a routing that was defined previously in time (e.g. several weeks/month/years ago) by a process planner which very easily is not a production planner expert, increases the complexity. Assuming that the routing was considered "optimum" by the process planner the efficiency of his work is doubtful. The routing might have been "optimum" at time of devising it with assumed quantity and available resources, however ignoring aspects like shop floor load it is not optimum for ever. Thus, the proposed shop floor control objective should be to employ the routing that will result in meeting planned product mix with no bottlenecks or disruptions at least operation cost. Also, the suggestion is that instead of scheduling at the level of routings that may not be carried out as planned, to schedule by objectives, which means: define a set of product mix that has to be manufactured in each period. Shop floor planning and control must meet this plan. In order to meet the plan, total flexibility must be providing in the form of network of possible routings, while deferring the decision of which routing to use, to a later stage, the stage of actual processing. Furthermore, the routing is allowed to be changed after each technological operation.
The objection of the production scheduling method proposed in this paper is to reduce the shop floor complexity (Guenov 2002; Wiendhal 1994) . It uses the strategy that we (human) do in our daily personal life. The decisions are taken and performance adjusted to the immediate conditions (disruptions), making the resources to search for a job, rather than jobs to be allocated to resources. This is done through a matrix of process alternatives ( Table 1) that is created, instead of an additional work of process planning defining routings (Halevi 1999 (Halevi , 2003 . PR -The priority of sequencing the operations. n0 -Operation that can be processed only after processing operation n0 has finished ; 00 -Operation that may be processed at any time; 99 -Resource that is unable to process this operation
THE CONCEPT AND TERMINOLOGY
The proposed shop floor control approach is based on the concept that whenever a resource is free, it searches for a free operation to perform. A free resource is defined as a resource that has just finished an operation and the part that was removed, or is idle and can be loaded at any instant. A free operation is defined as an operation that can be loaded for processing at any instant. An example would be the first operation of an item which the raw material and all the auxiliary jobs are available, and is within each of the resources operator. An intermittent operation is one for which the previous operation has been completed and the part has been unloaded from the resource that performed the previous operation, and is within each of the required resource. Example: Process planning of an item is given in table 1. As operations 10 and 20 have the priority of 00, they are both free operation and can be loaded whenever a resource is available. When operation 10 is done, then operation 40 becomes free. When operation 20 is done than operation 30 becomes free. When
